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REMOVE HEAT SEAL HORN 
FROM HEAT SEAL APPARATUS. 
101 



DISCONNECT UPSTREAM FILLER 
PIPING BEFORE REMOVING THE 
HEATSEALHORN. 
102 



MOUNT HORN ROTOR ASSEMBLY 
HAVING A PIVOTABLE CASING 
HORN TO THE HEAT-SEAL 
APPARATUS. 

m 
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MOUNT AN INTERMEDIATE PIPE 
TO THE HEAT-SEAL APPARATUS 
SO THAT THE INTERMEDIATE 

PIPE IS IN FLUID 
COMMUNICATION WITH THE 
PIVOTABLE CASING HORN. 
120 



: INSERT HORN ROTOR ASSEMBLY i 
LEG INTO BRACKET ON HEAT- 
SEAL APPARATUS. 
111 



ORIENT HORN ROTOR ASSEMBLY 
SO THAT PIVOTABLE CASING 
HORN IS ANGLED OUTWARDLY 
DURING INSTALLATION AND/OR 
REMOVAL. 
112 



*. 

PIVOT THE CASING HORN SO 
THAT THE PIVOTABLE CASING 
HORN IS SUBSTANTIALLY 
AXIALLY ALIGNED 
DURING OPERATION. 
114 



FIG. 3 
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FIG. 6A 
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FIG. 7 A 
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FIG.7B 
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FIG. 8B 
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DUAL MODE RUN 
SELECTION MODULE 
TO SELECT CASING 
TYPE AND/OR HORN 
TYPE 
450 



APPLICATION 
PROGRAMS 
454 



OPERATING 
SYSTEM 
452 




I/O DEVICE 
DRIVERS 
452 



MEMORY 
414 



FIG. 12 
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RUN 
OPERATIONAL 
PARAMETERS 
FOR THE FIRST 

HORN. 
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ADD ROLL STOCK FOR 
FORMING INTO 
TUBULAR CASING 
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DISCHARGE TUBULAR 

CASING FROM 
FIRST HORN AND FILL 
WITH PRODUCT FED 
FROM FLOW CHANNEL 
OF FIRST HORN. 




FIG. 13 



RUN OPERATIONAL 
PARAMETERS FOR THE 
SECOND HORN. 



ADD SLUG OF CASING 
MATERIAL TO SECOND 
HORN. 

5 

'OBTAIN AND CONSIDER 
PROXIMITY DATA TO 
DETERMINE WHETHER 
SECOND HORN IS IN 
OPERATIVE POSITION. 
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DISCHARGE CASING FROM 
SECOND HORN AND FILL 
WITH PRODUCT FED FROM 
FLOW CHANNEL OF SECOND 
HORN. 




